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ABSTRACT 



A thermally insulated thermoroll including a shaft supported 
by bearings with at least one longitudinal shaft channel 
defined in the shaft for passing a heating medium. A flange 
with radial bores is connected to the shaft and a shell, with 
at least one longitudinal shell channel for passing the heating 
medium, is connected to the flange such that the flange is 
interposed between the shaft and the shell. Together the 
shaft, flange and shell form a main body of the thermoroll. 
At least one first insulating wall and at least one second 
insulating wall are disposed in the main body of the ther- 
moroll. The first and second insulating walls being joined at 
respective ends to form at least one hermetically sealed 
insulated cavity in the main body of the thermoroll. These 
insulating walls may be disposed around the shaft channel 
and/or the shell channel to thermally insulate the shaft 
and/or the shell. The insulated cavity may be hermetically 
scaled by electron beam welding in a vacuum chamber to 
form a vacuum within the interior or the insulated cavity. 

27 Claims, 2 Drawing Sheets 
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THERMALLY INSULATED ROLL AND 
INSULATION ASSEMBLY FOR A 
THERMOROLL 

CROSS-REFERENCE TO RELATED 
APPLICATIONS 

This application is a continuation-in-part of U.S. patent 
application Ser. Nos. 08/326,476 and 08/326,545, both filed 
on Oct. 20, 1994 now abandoned. 

BACKGROUND OF THE INVENTION 

1. Field of the Invention 

The present invention is related to a thermoroll and an 
insulation assembly for insulating a heating medium channel 
running within a shell and/or a shaft of a thermoroll against 
the conduction of heal. The assembly may be mounted at the 
end of an oil channel to provide thermal insulation of a shell 
end area of a thermoroll and/or mounted at the bearing point 
of a thermoroll shaft by mea ns of a specia lly designed 
thermal in sulation elemen t. 1 

2. Description of the Ablated Art 

Paper manufacture and finishing processes employ vari- 
ous heatable rolls which are used to remove moisture from 
the web and particularly to modify the web surface qualities. 
The greatest mechanical load is imposed on rolls of different 
types of calendars as the nip pressure of modern equipment 
is rather high. To obtain higher throughput, which requires 
wider and faster calendars, the equipment must be dimen- 
sioned for extremely high loads. A particularly high stress is 
imposed on the bearings of heatable rolls, or thermorolls, as 
these bearings are subjected to the heating resulting from the 
conduction of heat from the shaft of the roll heated with a 
heating medium. 

Heatable thermorolls are particularly used in so f tea lend- 
ers. As softcalenders are used in on-machine configurations, 
they must be operated at the same running speed as the paper 
machine itself. Such a calender has an even number of nips 
comprising a soft polymer-covered roll and metal-covered 
thermoroll. The even number of nips, and correspondingly, 
soft and metal-covered rolls, results from the fact that each 
polymer-covered roll can be run with one calender nip only, 
as the roll cannot take the deformations and temperature 
increase imposed by two nips. Hence, an even number of 
nips are required to achieve a symmetrical two-sided glaze 
finish of the web. As board is frequently calendered for 
higher finish on one side only, a single pair of rolls will be 
sufficient therein. The temperature of the soft polymer- 
covered roll must be monitored accurately, and even at a 
web break, it may not be allowed to touch the surface of the 
hot thermoroll. 

The thermoroll is most commonly heated by hot oil, and 
in some cases, using other suitable heat transfer media such 
as water or steam. The heated oil is passed to the interior of 
the roll via the roll end through a longitudinal bore and then 
distributed to radial borings in the end flange of the roll, 
wherefrom the oil further passes to longitudinal borings in 
the shell of the roll. The circulation of the oil in the roll shell 
is arranged so that the oil first passes to the opposite end of 
the roll and then returns therefrom along a parallel boring to 
the same end by which it was introduced to the shell. The 
return oil is routed via the end flange and a second bore in 
the roll shaft back for heating. 

'1 rie surface of the thermoroll is heated to a rather high 
temperature in order to impose an intense heal effect on the 
fast moving web during the short dwell time of the web in 
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the nip. When oil is used for healing the roll, the surface 
temperature of the roll can be elevated above 200° C. 
Herein, the temperature of the heating oil passed into the roll 
may be as high as 280-300° C, which obviously results in 

5 an extremely severe heat load on the bearing. Due to the high 
loads imposed on the roll bearings, the roll shafts must be 
provided with large bearings, and in fact, the inner diameter 
of bearings in modern equipment is approximately 0.5 m 
with an outer diameter of approximately 1 m. Additional 
loading of the bearings is imposed by the heating caused by 
the heat flow from the hot oil passed via the roll shaft. 

As the price of a bearing increases rapidly when a bearing 
of higher load rating and diameter is used, the cost impact 
of the bearing choice is extremely strong. Moreover, the 
constraints of bearing selection are dictated by the roll 

15 diameter, since the bearing and its housing must obviously 
fit in the space delineated by the thermoroll and the shaft of 
the polymer-covered roll. If the bearing load becomes so 
high that the computed diameter of a required size bearing 
would exceed the space available at the roll end, the bearing 

20 load must be reduced by using cooled bearings. This, 
however, makes the cost of the structure high due to required 
coolant circulating and cooling machinery. The coolant 
circulation of the bearing can be connected to the circulating 
oil system of the paper machine, or alternatively, the cal- 

25 ender can be provided with a separate oil circulating system 
in which circulating oil of higher viscosity can be used. 

The length of the thermoroll and the soft roll is slightly 
larger than the width of the web being finished, whereby 
noncontacting areas with the web remain at the ends of the 

3U rolls. As an extremely high heat flow per unit area is passed 
from the thermoroll to the web, while at the ends of the roll, 
heat can leave the roll surface only through radiative and 
convective losses, whereby the surface temperature of the 
noncontacting end areas rises higher than that of the roll 

35 surface portion making contact with the web. Such tempera- 
ture difference causes several disadvantages. 

The higher temperature at the ends of the roll obviously 
results in more extensive thermal expansion at the roll end 
areas. Then, the outer edge of the roll shell bulges outward 

40 from the center axis of the roll, and the bending moment 
caused by thermal expansion correspondingly pushes the 
area adjacent to the bulging area radially inward toward the 
center axis. This inward shrunken area coincides exactly 
with the web edge. Consequently, as the roll diameter at this 

45 shrunken area is smaller than at the roll middle, the caliper 
of the web will be thicker at the web edge than at the web 
middle. Hence, the cross-machine caliper profile of the web 
will not be even, which later causes printing problems and 
thus deteriorates web quality. Moreover, a thick web edge 

50 causes difficulties in winding as the wound roll will not be 
homogeneously tight, and narrower rolls cut from such rolls 
will be conical. An additional risk is imparted by the hazard 
of the thermoroll shell contacting the soft roll surface, 
whereby the polymer covering of the soft roll will be 

55 thermally destroyed. 

If the thermal expansion of the roll end areas is extensive, 
the radially expanded end area of the roll may extend so far 
toward the roll middle as to reach the web edge, whereby a 
smaller-diameter area of the roll is formed closer to the roll 

60 middle, and thus, the web profile will become wavy. As 
softcalenders are used for finishing large quantities of low- 
weight paper grades, the web caliper may be extremely thin 
and even very small variations in the roll diameter and 
cross-machine contour profile will cause very large relative 

65 variations in the cross-machine profile of the paper web. For 
such reasons, any deformations in the shape of the ther- 
moroll should be kept as smooth and small as possible. 
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Attempts have been made to alleviate the heating effect of channels of the thermoroll shell and/or shaft that contains a 

the heating oil passed via the roll shaft by means of a gas-tight cavity. 

ventilated air gap or thermal insulation. The air gap is According to one embodiment of the invention, the cavity 

formed by an open space about the oil ducts, and such space inside the ther mal insulation element is evacuated to a high 

surrounding the oil supply and return channels of the roll is 5 vaci)um> 

arranged to communicate with the ambient air in order to ' „ . . . . f . 

ventilate the air gap. However, while the thermal insulation . ^ her m ally insulated thermoroll of the present inven- 

capability of an air gap admittedly is good, such an arrange- | lon f nc jV d ? 3 * hat ! SUpP ° r ! ed by bearings with at least one 

ment has several drawbacks. The greatest problem is caused longitudinal shaft channel defined ,n the shaft for passing a 

by heating oil leakage into the gap where it undergoes heating medium. A flange with radial bores is connected to 

thermal decomposition forming oil smoke and difficult-to- 30 the shaft and a shell, with at least one longitudinal shell 

remove charring which may plug the air gap. Due to the channel for passing the heating medium, is connected to the 

smoke formation, the air gap must be connected to a flange such that the flange is interposed between the shaft 

ventilation duct or exhaust fan with a discharge outside the and the shell. Together the shaft, flange and shell form a 

factory hall. This arrangement may solve the problems main body of the thermoroll. At least one first insulating wall 

caused by the smoke formation, but ventilation of the air gap 15 and at least one second insulating wall are disposed in the 

does not reduce charring. Due to charring, the benefit offered main body of the thermoroll. The first and second insulating 

by the air gap remains smaller than expected as the thermal walls being joined at respective ends to form at least one 

insulation capability of a plugged air gap is inferior. The hermetically sealed insulated cavity in the main body of the 

problem of charring is extremely difficult to overcome, thermoroll. These insulating walls may be disposed around 

because the end of the thermoroll has a complex oil channel 20 the shaft chan nel and/or the shell channel to thermally 

system whose sealing to prevent any oil leakage to the air me shaft and/or the shell Xhe insulated cavily may 

gap is extremely laborious. be hermetically sealed by electron beam welding in a 

Besides and instead of the air gap, a reduction of heat vacuum chamber to form a vacuum within the interior or the 

conduction to the noncontacting end area of a thermoroll has insulated cavity. 

been attempted by means of bushings or coatings made from 25 The embodiment accordmg t0 the present invention 

materials of low thermal conductivity Coating materials achieveg an extremely high lhermal insu i ation capability, 

employed have included zirconium oxide, and thermal insu- Whik the w hest insulation capab ii ity is atta i ne d by a 

lation bushings have been made from polytetrafluoroethyl- bushi havi [{s insulating cavity cvacuatcd t0 a vacuum , 

ene (PTFE). Obviously, thermal insulation bushings and even a bushing fiUed with ^ suitabk ineft gas such as 

coatings can be made from a variety of materials such as 30 ni Qr Qther gas offerg beUer insulation capability lhan 

ceramics and polymer materials. The manufacture of such ^ insulation material that can meet set requ irements. 

thermal insulation bushings and coatings is relatively easy ^ evacuated bushi 

according to the present invention 

and they can be readily adapted about the heating 01 can be readi , fabricated usi e]ectron beam welding 

channels. However, thermal insulations made from sohd equipmen i, ^ the gas . light welded bushing wi u inherently 

matenals cannot provide sufficiently good thermal insula- 35 femain >( a vacuum , , o ^ iU in the vacuum 

lion as can FI FE, which, lor instance has a thermal con- chamber of lne we]ding equipment during welding, 

ductivity that is ten times the thermal conductivity ot air. Correspondingly, a gas-filled bushing can be fabricated in an 

Because the thermal insulation employed must tolerate a iner , almospbere using) for example> laser welding . 

temperature as high as 300 C. under a simultaneous _ . . r . . , . . 

mechanical load, conventional thermal insulation materials 40 ™ ler,al f. 1 " 6 ^'"S "7,, be ' he same structural 

. . t «i_ u c • -i stee l as lnal used in other parts of the thermoroll, and the 

cannot be used without the penalty of using an excessively ... . , . . v. . 4 . , 

complex structure for the roll shaft. * ush,n S de ^ ned w : th .s ufficien stren S' h 10 

. , . . , , , less susceptible to damage during installation or use. As the 

• h, " n f P ate "' P ubll " l '°" 72 > 580 d,st ' 0S6S » h k ealed r <>" bushing is hermetically sealed, its thermal insulation capa- 

in which hot oil is circulated ,n a cavity formed between a bm ^ ^ deterjorale durf use , f , he ro „ js made from 

cylindrical outer shell ot the roll and inner shell adapted 45 ^ samc ^ ^ ^ ^ thcrmal &{on 

concentrically enclosed by the outer shell The heating coefficients of ,„ ro|1 rts wiu be al and consequently, 

medium is passed to the heating cavity via holes made in the „„.^a u.f Aia-^^r^\ ,L „i ^ „ - u 

, . , : , „ , , • i, , r no stresses caused by differential thermal expansion will 

end of the inner shell. In this roll embodiment, prevention of . . M iU „ 

r , „ . , , occur between them, 

excessive heating of the roll end area has been attempted bv rti 

means of surrounding the entire end of the inner shell with 50 Other objects and features of the present invention will 

a thermallv insulating ring which mav be made from a solid become a PP arent . from lhe .^lowing detailed description 

material such as polytetrafluoroethvlene or manufactured considered in conjunction with the accompanying drawings, 

into a hollow, filled metal ring having either a sealed l } 15 to be understood, however that the drawings are 

structure, or alternatively, provided with openings, whereby ^& ned ^ , for P ur ?° u ses of ^ration and not as a 

a heat transfer medium can be circulated in the ring. Such a 55 definition of the limits of the invention, for which reference 

thermal insulation assembly as that disclosed in this patent should be made t0 lhe a PP ended claims ' 

publication is suited for use only in conjunction with the roll BRIEF DESCRIPTION OF THE DRAWINGS 

described in the publication, and moreover, has a relatively . « , . , . ... c . , .. 

. u * u * j * cc i * c . In the drawings, wherein like reference numerals dehn- 

complex structure which is difficult to manufacture. . . * \ . .... i • 

r 60 eate similar elements throughout the several views: 

SUMMARY OF THE INVENTION FIG. 1 is a partial longitudinal cross-sectional view of a 

It is an object of the present invention to achieve such a thermally insulated roll and insulation assembly for a ther- 

thermal insulation assembly which provides superior ther- moroll in accordance with the present invention; 

mal insulation capability over the prior art and is insensitive FIG. 2 is an end view of the shell of the thermoroll of FIG. 

to stresses imposed by its operating environment. 55 1; 

The present invention is based on adapting such a FIG. 3 is a longitudinal cross-sectional view of the 

bushing-shaped thermal insulation element about the oil thermal insulation element for the shaft of FIG. 2; and 
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FIG. 4 is a longitudinal cross-sectional view of the 
thermal insulation element for the shell of FIG. 2. 

DETAILED DESCRIPTION OF THE 
PRESENTLY PREFERRED EMBODIMENTS 

FIG. 1 shows a thermally insulated thermoroll in accor- 
dance with the present invention in which the thermal 
insulation assembly is included in both the shaft and the 
shell of the thermoroll. In an alternate embodiment or 
construction the thermal insulation element may be used in 
either the shaft or the shell. The thermally insulated ther- 
moroll shown in FIG. 1 comprises a main body or housing 
including a shell 1 and two end pieces 2, 3. Conventionally, 
the heating medium, which typically is oil, is passed into the 
roll and away from the roll via one end of the roll only. The 
structure illustrated in FIG. 1 represents such a supply end 
of the roll having the oil circulation means. The shell 1 of the 
thermoroll is a thick -walled hollow cylinder whose envelope 
is provided with oil channels 4. The end piece comprises an 
end flange 2 and a shaft 3. The roll is mounted by supporting 
the shafts 3 of the end pieces in bearings 5. The center of the 
shaft 3 is provided with a supply channel 6 for the heating 
oil through which the oil is passed to radial channels 8 in the 
end flange 2. The heating oil is passed via these radial 
channels to longitudinal channels 4 of the shell 1, as shown 
in FIG. 2, in which it passes to the opposite end of the shell 
1 and is therein directed to return back via approximately 
parallel channels 4. At the supply end of the roll the healing 

011 is again collected using radially drilled channels 9 into a 
return channel 7 which is approximately centrally defined in 
the shaft so as to coaxially surround the oil supply channel 
6 and passes the oil out from the end of the shaft 3 to a 
reheating circuit. Oil circulation in the roll can be arranged 
in different ways, whereby the oil forward -stream and return 
channels in the roll shell can be arranged so that the channels 
are adjacently alternating, each forward-stream channel is 
routed back via two return channels, or in other configura- 
tions. Similarly, the supply of the heating oil via the shaft 3 
and within the end flange 2 can be implemented in various 
manners. As the present invention is not related to the 
structure of the oil supply channel system, a more detailed 
description of the different alternatives will be omitted 
herein. However, the structure of the roll used in conjunction 
with the present invention must be such that the heating oil 
or similar medium is circulated in separate channels 4 made 
in the shell 1 of the roll. 

FIG. 3 depicts a cross-sectional view of the thermal 
assembly of the present invention for a roll shaft. A thermal 
insulation element 10 is adapted ahnnt the nil supply channel 
6 the cfiturn cjiaanej 7. The insulation element 10 
comprises an inner cylindrical bushing 11 acting as the outer 
wall of the heating oil return channel 7, and an outer bushing 

12 which, together with the end parts 13 of the insulation 
element, delineate a hermetically sealed cavity 14. The end 
parts 13 are joined to the ends of the bushings 11 and 12 by 
means of electron beam welding in a vacuum chamber. 
Then, the sealed cavity of the insulation element 10 will 
remain at a vacuum equal to that of the operating vacuum of 
the welding equipment vacuum chamber which typically is 
in the order of 10 Pa or lxlO"* 4 bar. 'lTiis vacuum is 
appreciated as a relatively high vacuum, which imparts a 
good t hermal insulation capability tn a s,pn<^ sealed fo C1l ^ h 
^vacuum , ihe thermal insulation capability of said vacuum 
level is almost equal to that of evacuated flasks intended for 
laboratory use and is better than that of vacuum bottles 
intended for storage of beverages and food. 

Ilie thermal insulation element 10 extends from the end 
of the shaft 3 to the inner end of the radial channels 8 and 
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9 drilled in the end flange 2. Thus, it insulates the shaft 3 
almost along its entire length from the heat of the oil passing 
via the oil channels, whereby heat conduction to the shaft 3 
at the insulation element 10 is possible only at the end parts 

5 13 of the clement. As the end parts 13 have a small cross 
section, the heat flow rate via the parts remains insignificant 
thus imparling a good thermal insulation capability to the 
insulation element 10 and reducing the heat load of the 
bearing to a low level. 

]0 FIG. 4 shows a cross-sectional view of the thermal 
assembly in accordance with the present invention for a roll 
shell 1. A thermal insulation element 15 around the oil 
channel 4 extends from one end of the roll shell 1 until or 
slightly under the edge of the web 16. The edge of the paper 
web 16 divides the surface of the roll shell 1 in the 

15 cross-machine direction in two parts, namely, a noncontact- 
ing end area and a contacting center area on which the web 
runs. The insulation element 15 comprises an inner cylin- 
drical bushing 11 acting as the outer wall of the heating oil 
channel 4, and an outer bushing 12 which, together with the 

20 end parts 13 of the insulation element, delineates a hermeti- 
cally sealed cavity 14. The end parts 13 are joined to the 
ends of the bushings 11 and 12 by means of electron beam 
welding in a vacuum chamber. Then, the sealed cavity of the 
insulation element 15 will remain at a vacuum equal to that 

25 of the operating vacuum of the welding equipment vacuum 
chamber which typically is in the order of 10 Pa or lxl(T 4 
bar. This vacuum is appreciated as a relatively high vacuum, 
which imparts a good thermal insulation capability to a 
space sealed to such a vacuum. The thermal insulation 

30 capability of said vacuum level is almost equal to that of 
evacuated flasks intended for laboratory use and is better 
than that of vacuum bottles intended for storage of bever- 
ages and food. 
The thermal insulation element 15 extends from the edge 

35 of the roll shell 1 toward the roll middle only slightly under 
the edge of the web 16. Thus, it provides moderate thermal 
insulation to the heat flow from the oil pipe to the noncon- 
tacting area of the shell 1, but does not impair good heat 
conduction from the shell 1 to the web 16. The required 

40 length of the thermal insulation element 15 and the length of 
its part extending under the web is dependent on the design 
of the roll and the amount of heat applied. Obviously, the 
thermal insulation elements are mounted to both ends of all 
channels made to the roll shell. 

45 Besides those described above, the present invention may 
have alternative embodiments. The insulation element is 
particularly advantageously manufactured by means of elec- 
tron beam welding, whereby the interior of the element 
remains inherently at a vacuum level of high thermal insu- 

50 lation capability. To make the insulation capability of the 
evacuated insulation element essentially better than that of a 
gas-filled insulation element, the vacuum inside the element 
should be less than 1 kPa and preferably less than 100 Pa. 
Due to the manufacturing advantages described above, the 

55 vacuum inside the insulation elements is obviously most 
readily allowed to remain equal to that of the operating 
vacuum of the welding equipment vacuum chamber. Yet, a 
relatively good thermal insulation capability is also attained 
by a gas-filled insulation element. Such a gas-filled element 

60 can be manufactured by means of, for example, laser weld- 
ing in an inert gas atmosphere, whereby the inside of the 
element remains filled with the inert gas. Then, the fill gas 
can be an inert gas such as carbon dioxide, nitrogen or noble 
gas. However, the spirit of the invention is not limited to any 

65 product manufactured by a specific manufacturing method. 
As the thermal insulation element is intended for use in 
conjunction with rotating shafts and drilled oil channels, its 
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shape is preferably cylindrical. However, any other shape is 
also feasible, and in fact, a partially tapering shape for 
instance could be used for locking the element to the inner 
surface of the bored shaft or bored channel. The insulation 
clement can be mounted to enclose the oil channels of the 
shaft or shell in a detachable manner. Alternatively, the 
insulation element can be fixed as an integral part of the 
shaft or oil channel by means of welding joints, for instance. 
The element need not necessarily extend over the entire 
length of the shaft end, but rather, it may provide insulation 
at the bearing only if so required by the roll construction. 

Thus, while there have been shown and described and 
pointed out fundamental novel features of the invention as 
applied to preferred embodiments thereof, it will be under- 
stood that various omissions and substitutions and changes 
in the form and details of the devices illustrated, and in their 
operation, may be made by those skilled in the art without 
departing from the spirit of the invention. For example, it is 
expressly intended that all combinations of those elements 
and/or method steps which perform substantially the same 
function in substantially the same way to achieve the same 
results are within the scope of the invention. Substitutions of 
elements from one described embodiment to another are also 
fully intended and contemplated. It is also to be understood 
that the drawings are not necessarily drawn to scale but that 
they are merely conceptual in nature. It is the intention, 
therefore, to be limited only as indicated by the scope of the 
claims appended hereto. 

What is claimed is: 

1. A thermally insulated roll comprising: 

a shaft having a shaft channel defined longitudinally 
therein for passing a heating medium therethrough; 

a flange connected to an end of said shaft and having a 
bore defined therein, the bore being connected at one 
end thereof to the shaft channel; 

a roll shell connected to said flange so that said flange is 
interposed between said shaft and said roll shell, said 
shell having a shell channel defined longitudinally 
therein for passing the healing medium therethrough, 
the shell channel being connected to the bore of said 
flange; 

a first insulating wall surrounding at least a portion of a 
length of at least one of said shaft channel, and said 
shell channel proximate said flange; 

a second insulating wall surrounding said first insulating 
wall; and 

joining members mounted to respective ends of said first 
and second insulating walls so that said joining mem- 
bers and first and second insulating wails define a 
hermetically sealed insulated cavity. 

2. The thermally insulated roll of claim I, wherein said 
first insulating wall surrounds at least a portion of a length 
of said shaft channel. 

3. The thermally insulated roll of claim 2, wherein the 
insulated cavity is shaped as a hollow cylindrical shell. 

4. The thermally insulated roll of claim 2, wherein the first 
insulating wall comprises an outer wall of the shaft channel. 

5. The thermally insulated roll of claim 2, wherein the 
insulated cavity has an absolute pressure of approximately 
less than 1 kPa. 

6. The thermally insulated roll of claim 5, wherein the 
insulated cavity has an absolute pressure of less than 100 Pa. 
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7. The thermally insulated roll of claim 6, wherein the 
insulated cavity has an absolute pressure of approximately 
10 Pa. 

8. The thermally insulated roll of claim 2, and further 
5 comprising a gas in the insulated cavity. 

9. The thermally insulated roll of claim 8, wherein the gas 
is an inert gas. 

10. The thermally insulated roll of claim 1, wherein said 
first insulating wall surrounds at least a portion of a length 

30 of said shell channel proximate said flange. 

11. The thermally insulated roll of claim 10, wherein the 
insulated cavity is shaped as a hollow cylindrical shell. 

12. The thermally insulated roll of claim 10, wherein the 
first insulating wall comprises an outer wall of the shell 

35 channel. 

13. The thermally insulated roll of claim 10, wherein the 
insulated cavity has an absolute pressure of approximately 
less than 1 kPa. 

14. The thermally insulated roll of claim 13, wherein the 
20 insulated cavity has an absolute pressure of less than 100 Pa. 

15. The thermally insulated roll of claim 14, wherein the 
insulated cavity has an absolute pressure of approximately 
10 Pa. 

16. The thermally insulated roll of claim 10, and further 
25 comprising a gas in the insulated cavity. 

17. The thermally insulated roll of claim 16, wherein the 
gas is an inert gas. 

18. The thermally insulated roll of claim 10, wherein the 
roll shell has a central area intended to contactingly press a 

30 web, and said first insulating wall extends along said shell 
channel from an edge of said roll shell connected to said 
flange to at least an outer edge of the central area of the roll 
shell but not extending across the entire central area of the 
roll. 

35 19. The thermally insulated roll of claim 2, wherein said 
first insulating wall further surrounds at least a portion of a 
length of said shell channel proximate said flange. 

20. The thermally insulated roll of claim 19, wherein the 
insulated cavity is shaped as a hollow cylindrical shell. 

40 21. The thermally insulated roll of claim 19, wherein the 
first insulating wall comprises an outer wall of the shell 
channel. 

22. The thermally insulated roll of claim 19, wherein the 
insulated cavity has an absolute pressure of approximately 

45 less than 1 kPa. 

23. The thermally insulated roll of claim 22, wherein the 
insulated cavity has an absolute pressure of less than 100 Pa. 

24. The thermally insulated roll of claim 23, wherein the 
insulated cavity has an absolute pressure of approximately 

50 10 Pa. 

25. The thermally insulated roll of claim 19, and further 
comprising a gas in the insulated cavity. 

26. The thermally insulated roll of claim 25, wherein the 
gas is an inert gas. 

55 27. The thermally insulated roll of claim 19, wherein the 
roll shell has a central area intended to contactingly press a 
web, and said first insulating wall extends along said shell 
channel from an edge of said roll shell connected to said 
flange to at least an outer edge of the central area of the roll 

60 shell but not extending across the entire central area of the 
roll. 

* * * * * 
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